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(57) ABSTRACT 

A radially expandable support body is enveloped within a 
cocoon. In a preferred construction, the support is a stent, 
and a tube of polymeric material, e.g., poly tetraeluo roe th- 
ylene (PTFE), passes through the interior of the stent body 
and is turned back upon itself over the stent to form a cuff. 
The assembly is then heated and the outer layer contacts and 
coalesces with the inner layer, closely surrounding the stent 
body within a folded envelope having a continuous and 
seamless end. In one embodiment, an end portion of the tube 
is expanded before folding back over the-stent. The end 
portion, which becomes an exterior surface of the finished 
product, thus acquires a greater degree of porosity. Each end 
of the central lube may be so expanded, and folded back to 
seal all surfaces and both ends. The stent body itself may be 
a ring, or a short series of spaced -apart rings, or a wire or 
web, or a sheet possessing a number of apertures extending 
entirely through the sheet. The spaces or apertures are 
covered over or bridged by both the inner and outer polymer 
layers. The apertures, which may comprise under five to 
over eighty percent of the surface area of the stent, constitute 
regions or a grid of points through which the material is 
coalesced and continuously bonded, and around which strain 
is distributed by the support. These points or regions remain 
tacked together so expansion of the assembly does not 
delaminate the polymer or create flaps and pockets. In 
another embodiment, a two tube construction is cuffed and 
assembled into a similarly unitized and seamless stent. One 
tube is cuffed back, and the other tube covers the cuffed 
stent. In this embodiment both the tube thicknesses and 
porosities may differ substantially. For example the iimer 
porosity may be selected to enhance blood flow or intimal 
regeneration, and the outer surface may have a porosity to 
encourage anchoring to external muscle tissue. 

39 Claims, 5 Drawing Sheets 
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EXPANDABLE SHIELDED VESSEL 
SUPPORT 

This application is a continuation of copending U.S. 
application Sen No. 08/759,877 filed Dec. 3, 1996 U.S. Pat. 
No. 6,010,529, and incorporated herein by reference. 

This application relates to the commonly owned United 
States Patent Applications having the following titles and 
patent application serial number: VASCULAR 
ENDOPROSTHESIS AND METHOD, patent application 
Ser. No. 08^759,861, filed Dec. 3, 1996, U.S. Pat. No. 
5,925,074 and MULTI-STAGE PROSTHESIS, patent appli- 
cation Ser. No. 08/760,113, filed Dec. 3, 1996, U.S. Pat. No. 
5,897,587, and PROSTHESIS WITH IN-WALL 
MODULAHON, patent appUcation Ser. No. 08/759,877, 
filed Dec. 3, 1996, U.S. Pat. No. 5,010,529 relates to 
applicants* earlier U.S. Pat. No. 5,433,909 and No. 5,474, 
824. The foregoing patents describe methods of making 
extruded PTFE material having large oriented nodes, uniaxi- 
ally oriented fibrils and a pore structure of oriented channels 
that differs at different surfaces, or that varies along the 
thickness dimension. The aforesaid patent applications each 
describe constructions or methods of use for prostheses, 
which are further useful in the embodiments and appUca- 
tions of the present invention. Each of the aforementioned 
United States Patents and Patent Applications is hereby 
incorporated by reference herein in its entirety. 

BACKGROUND 

The present invention relates to vessels and vascular 
support structures, such as stays, stents and support rings 
which are used for maintaining open a biological passage, 
such as an artery. A great many constructions for both 
prostheses and stents are known in the art, ranging from 
simple wire or plastic rings and arrangements of stiff but 
flexible sheets or shells, to technologically advanced con- 
structions wherein a wire structure of heat memory alloy 
flips to an enlarged memory configuration, or wherein a 
solid tubular body is fabricated with microscopically thin 
laser-cut slots which convert the solid cylinder into an 
expandable body that opens out to form a mesh-Hke but 
reasonably stiff surface support. One commercial embodi- 
ment of this latter type of stent, referred to as the Palmaz 
stent after the surgeon who popularized this construction, is 
in common use now. Another common form of stent consists 
of wire crimped into a zig zag pattern which can be 
expanded to attain a much larger length or diameter. Stents 
of this form may be formed as individual rings, or serpentine 
windings, or as pairs of hehcal windings which act against 
each other to counterbalance twist while expanding radially. 
Numerous other constructions are known. 

Many if not all of the materials used for stents involve 
metal or carbon fiber materials which are highly electro- 
positive and are bio-active. Since stents tend to be used 
under conditions where they are counteracting disease 
processes, supporting healing processes, or guarding against 
stenosis of a passage, bio-activity, which may encourage 
undesirable or poorly regulated growth processes, or lead to 
clot formation, should be avoided. Coating of stent can keep 
the stent from directly contacting surrounding tissue or 
fluids, and thus can theoretically protect against unwanted 
electrochemically induced tissue reactions. 

In the field of expandable stents, however, a further 
problem arises due to the fact that many effective or compact 
stent constructions involve filamentous or wire-like struc- 
tures which have numerous apertures or spaces between the 
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various stands or structural elements of the stent. With these 
constructions, tissue may grow through the opening;5 of the 
stent Furthermore, the stent ilseff may provoke a foreign 
body reaction and be both a stimulus for and a framework 

5 supporting, proliferative tissue growth, resulting, for 
example, in scar tissue or restenosis of the very region it is 
placed to control. 

One approach to this drawback is to provide a coating, 
finer or cover for the stent which prevents the healing or 

to diseased layer of tissue from directly contacting the stent or 
from passing through the stent in any way. Such Hners may 
be formed, for example, of porous polytetrrafuoroethylene 
(PTFE) which allows the passage of fluids and vital mate- 
rials while serving as a barrier to tissue growth. However, 

15 when applying such a construction, a further difficulty which 
may arise is that the layer or sleeve of polymer must be 
attached to the stent for example, by staples or sutures at one 
end, or is prone to developing loose pockets or folds which 
might accumulate organic matter or lead to sepsis or unusual 

20 growth. Also, the necessarily thin liner material may detach 
or degrade. The risk of loose or unattached finer material is 
particularly great for constructions which utilize pooriy 
adherent polymers, such as PTFE, or structures which seek 
to combine an expandable stent of stiff material, which 

25 changes both its dimension and its shape, with a dissimilar 
liner or shell. 

Accordingly, there remains a need for a covered support 
construction of enhanced hardiness and implant compatibil- 
ity. 

There is also a need for an expandable vessel support 
which forms a unitized and non-delaminating tissue barrier. 

There is also a need for a need for a vascular liner having 
atraumatic properties and haemodynamic shape. 

35 SUMMARY OF THE INVENTION 

These and other objects are attained in a support accord- 
ing to the present invention wherein a radially expandable 
support body is enclosed within a solid but expandable 
40 polymer body of porous and expanded P I'lE material that 
physically isolates the support body from surrounding blood 
and tissue. 

In one preferred construction, the support body is a stent 
that is oocooned within a cuffed sheet. In this construction, 

45 the sheet is originally a tube of polytetrafluoroethylene 
(PTFE) material, which passes through the interior of the 
stent and is cuffed, e.g., is folded back upon itself, over the 
stent, in a manner similar to the folding of a sock, so that the 
folded-back end of the tube becomes an outer layer 

50 smoothly extending around the end and covering the outside 
of the stent The assembly is then heated, causing the outer 
layer to shrink and coalesce with the inner layer so that the 
stent is enclosed within a folded envelope having a continu- 
ous and seamless end portion. Preferably, radial pressure is 

55 appfied during the healing so that the layers conform tightly 
to the support body and fill all interstitial spaces thereof In 
other constructions, support members lie within pockets 
extending in the direction of expansfle deformation. 
Preferably, the tube is porous PTFE, having a microstruc- 

60 ture of fibrous material interconnecting nodes of solid 
polymer, and the PTFE forms a soft and pliant surface that 
cushions the edges of the support body, or stent, and blocks 
direct contact between the stent and surrounding tissue, so 
that any fluids or material must penetrate the mat of fibrils 

65 to contact the stent environment. By first expanding an end 
portion of the tube before folding it back over the stent, the 
end portion, which becomes an exterior surface of the 
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finished product, may be provided with a degree of porosity FIGS. lA-lC schematically show a method of forming 

which is greater than that of the interior siirface. In a further the enclosed stent of the present invention; 

embodiment, each end of the central tube is so expanded, pj^S. 2A-2D illustrate a two-element unitized stent 

and then folded back so that the assembly is closed over at construction* 

both ends and has a single seam extending circumferentially s t^t^o i a* m u i . ^ 

around the outside where one end m^ts or overlaps a .^^"^^ illustrate another two element unitized 

portion of the other end of the tube part way along the body construction and the method of making it; 

of the assembly. Alternatively, the outer surface may be FIGS. 4A-4C show an embodiment with covered ends 

covered by a wrap, or by a separate polymer tube; m ibis and a seamless interior and a method for making it; and 

case the inner tube may have a relatively short end cuff FIGS. 5A-5C show several non-uniform expansion 

portion, which is preferably folded over the outer cover for embodiments, 
a short distance. 

In a preferred embodiment, the entire inner and outer DETAILED DESCRIPTION 

portions are formed of a single PTFE tube and are heated to ^ s^own in FIGS. lA-lC, a method of forming an 

both shrink the tube down into a compact and thin film-like enclosed, protected support or reinforcing element 10 such 

cocoon, and to coalesce the mner and outer layers together ^ ^^^^^ -^^j^^^^ ^pj^ ^ 

at all points where they come in contact so that the polymer ^i i-, rv „*-iu „ \. u ^ 

^ , J J 1 • n c Li film-like body of hner material shown as a tube 20a, and 

cocoon becomes unitary and no n -del arainating. rreier ably, . . ^ ^ ^ ^ /t-t/-. -%a\ r 

^, ^ ^ . J V ,f . ,. , . 1 ^ ^ . placing it withm a stent 30, and the step (FIG. 2A) of 

the stent body itselt is 01 hmited axial extent, like a ring, or • .i f_, ... . nt r 

a series of spaced-apart rings, or else it possesses a number e?^^™? ™''ly ^^'^ ""l °J '"^'"'i-i"*- 

of apertures extending entirely through the stent at short 20 entire assemblage is then heated together (HG. 2C) so 

axial spacing, so that the remaining spaces or apertures are '° " ^flf outside layers with the stent 30 

covered over or bridged by both the inner and outer polymer ^"^'''f "^'^f ^^^f- ^"''^^"^^ schematically repre- 

layers. which coalesce into a continuous barrier. The sented method is preferably carried ou wn^^^^ 

apertures, which may comprise five to eighty percent or ^^pM polytetrafluoroethylene (PTFE) which has a 
more of the surface area of the stent, constitute a grid or 25 porosity imparted by previous stretching or expansion of the 

network of regions or tack points through which the material ■""'^"^ • «his case at least the second or outer layer of the 

is coalesced and continuously bonded. When the stent is f^'''^"^' preferably a radiaUy-expanded but unsintered 

expanded, its changes in dimension and orientation may ^^y^'' *° " ^'^^ f^"^ toward its 

locally introduce shear which separates the stent or support ^nexpanded state and presses against the inner layer. Further 
body from the polymer. However, the support body is able » "d'a' Pressure may be provided to urge the mner and outer 

to shift only within the regions where the inner and outer POlymer layers together. 

portions of the tube have not coalesced to each other, and One preferred method of fabncatmg the struchire sche- 
thus it locaUy distributes strain to the surrounding polymer matically shown m FIGS. lA-lC is illustrated in HGS. 
in a manner generally effective to prevent rupture and 2A-2C. In accordance with this method, a tube of the 
prevents the development of extended pockets or voids « VO^ynicr material 20 having a diameter d is provided. One 
which could impair performance in use. end of the tube is expanded radially, for example by insert- 
In embodiments where a two tube construction is cuffed ^S. an expandable balloon inside the tube and inflating it to 
and assembled to arrive at a similarly unitized and seamless '"grease the diameter of the tube by a factor of five to five 
stent This is done as follows: first a tube of polymer is placed !;™<^red percent or more. This produces a stepped tube 
through the center of the stem and the ends of the tube are « ^l«arated m FIG. 2A havmg a small diameter portion 14 of 
folded back over the stent for a short distance, or are diameter d and a large diameter end 16 of diameter D>d 
expanded in radial extent and then folded back. Next, a which may m addition have a greater degree of porosity. A 
second tube is placed over the outside of the stent covering ^'ent 30 is then placed over the small end 14 and the large 
the folded back ends of the first tube, As before, the end 16 is folded back over the stent 30 (FIG. 2B). This forms 
assembly is then passed through an oven to shrink the « a structure that is half the original tube length, with a single 
outside and inside layers into a unitary coalesced covering "^uff resulting from the contmuous fold of material 16 over 
enclosing the entire stent, which is continuous and seamless 'ight hand end poruon, as illustrated of the device. Once 
over the end regions. One variation of this two-tube con- ^Ided oyer m this fashion to form an assembly half the 
struction is to place the second tube over the stent before length °f *e original tube, heat is applied to shrink the 
folding back the cuffe formed by the inner tobe. In that case, 50 outside down m upon the inside, enclosing the stent 30 
the cuffs cover the ends of the second tube. The second tube therebetween (FIG. 2C), An mflatable sleeve or tightly 
may be a hibe having different porosity than the first tube ^""g °>ay clamp around the outside to provide an 
and may for example, have the node size of twenty to one mwardly-directed, radial, pressure. FIG. 2D illustrates a 
hundred micrometers or more, and preferably thirty to sixty "°ss section taken longitudmally of the resultant construe- 
micrometers, which is suitable for ingrowth of surrounding 

tissue. This serves to better anchor the structure in the FIGS. 3 A-3E show a further practice of the method of the 

stented passage. Alternatively, both inside and outside poly- present invention. In accordance with this method, a single 

mer walls may have a relatively small pore size of one to five tube of polymer material is provided as before, but both ends 

micrometers to provide a higher degree of isolation of the ^^e inflated to form a first large diameter portion 16a that 

stent from surrounding tissue, or assure that tissue does not joins continuously with the uninflated central portion 14, 

penetrate through the continuous boundary. which, in turn, extends to another end I6b which has also 

been inflated and enlarged. Preferably, the portion 14 

BRIEF DESCRIPTION OF THE DRAWINGS extends for approximately half the length of the original tube 

These and other features of the invention will be under- while the portions 16a and 16^? are each one quarter of the 
stood from the description below taken together with draw- 65 length of the tube length or slightly more. This tube may be 

ings. of representative embodiments and methods of prac- placed over a mandrel (not shown) which provides a tem- 

ticing the invention, wherein: porary rigid element to facilitate the process. As shown in 
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FIG. 3B, the stent 30 is then placed around the central 
portion 14 and one end, illustrated as end 166 of the 
expanded tube, is folded back along the axial direction to 
cover a portion of the stent. As illustrated, the folded back 
end portion 16£> extends roughly halfway along the tube 5 
length. As best seen in FIGS. 3C and 3D, the remaining end 
16a is then folded and pulled taut to the middle. The ends 
can be touching as shown in FIG. 3D, or they may be 
overlapped to provide a single seam in which one end 
sUghtly extends over the already double layer of the other 10 
end. The assembly then remains on the mandrel and is 
heated for a time sufficient to shrink both of the turaed-over 
ends together down over the stent and to coalesce with the 
underlying material. With this construction, both ends of the 
stent are closed by a continuous smooth seamless cover, and 15 
both the inside and outside films are bonded to each other or 
coalesced with heat so that they form a non-dclaminating 
and unitized cocoon around the stent. 

In this construction, the stent body 30 itself may be a 
spiral-shaped zig-zag wire body which hes generally in the 20 
plane of the cylindrical surface on which it extends, and 
which when radially expanded places the bends under 
tension and draws the band of zig-zags slightly narrower and 
straighler, thus expanding in radius by elongating slightly 
along its spiral direction. Shear between the surrounding 25 
polymer layers and the wire stent material itself will thus 
naturally occur, but will be directed along the relatively 
narrow band in which the stent lies. The crimps themselves 
may be of very closely spaced zigs and zags which effec- 
tively prevent the outer film from contacting the inner film 30 
in the narrow band closely surrounding this area. With such 
a construction, the stent lies in a tunnel or pocket formed 
between the layers. Because the layers fit tightly, the support 
effectively transfers strin to the polymer. Thus brealing or 
rupture of the film does not occur as the stent expands. As 35 
noted above, a preferred material is an expanded 
polytetruoroethylene, which when heated shrinks back and 
coalesces with contacting portions of the polymer from the 
other side of the stent. The heating is carried out to not over 
sinter, so this material is also capable of restretching without 40 
rupture. Thus that both the stent and the surrounding poly- 
mer are expandable and may, for example, be placed by 
endovascular delivery and expansion in situ. 

In addition to the foregoing methods of fabrication, the 
invention also contemplates a stent construction wherein the 45 
stent body has a continuous and seamless covering over ends 
of the stent and along the full length of the body, but the 
body covering extends only on one side, the inside or the 
outside, of the cylindrical stent This is achieved as shown in 
FIGS. 4A-4C. In this embodiment of the invention, a tube 50 
14 is expanded at each end, as before, to form expanded end 
portions X6a and 16b. However the end portions, X6a and 
166, are each of relatively short length, approximately one 
centimeter, and are folded back over the stent 30 only for a 
distance sufficient to cuff the ends and to provide a short 55 
band or margin approximately one half to one centimeter 
wide at the ends of the stent As before, the assembly is then 
heated to shrink down the folded over material and unitize 
the cuffs thus formed at each end. In this embodiment as in 
the first described schematic treatment of the method, a tube 60 
may then be placed over the outside to cover the folded back 
portions. If such an outer tube is provided, it is constraied so 
that its ends extend beyond the edges of the folded back cuff 
portions and he in the band indicated by 15a, 15b in the 
drawing. Heat is appUed with the ends constrained so that 65 
the second tube shirks radially but not axially and the cocoon 
structure extends and is maintained over the full length of 
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the prosthesis. As in the previous embodiments, the closed 
ends are entirely seamless and the outer tube coalesces with 
the underlying material at a region away from the ends to 
form a continuous enclosing assembly for the stent. 

In accordance with another aspect of the present 
invention, a vessel support is fabricated with a striicture to 
assume a radially-varying extent along its length when 
expanded, such that one or both ends thereof are larger than 
its center (as shown in FIG. 5 A), or vice-versa (as shown in 
FIG. 5B). 

As illustrated in FIG. 5A, a PTFE support liner or graft 
assembly 50 is fabricated having one or more expanding 
rings or stents 30a, 30c at its ends and one or more rings 306 
centrally along its length, all having an initial diameter d^. 
In this embodiment the end rings 30fl, 30c are made of 
heavier gauge material, or are otherwise dimensioned so that 
they either are more resistant to expansion, or else have a 
limited net expanded size, dj. The central rings 306 are 
either more easily expanded (lower resistance) or are dimen- 
sioned so that they expand to a larger diameter dg. The result 
is that during expansion the support assembly 50 assumes a 
shape which bulges out in the center. This shape aids in 
preventing the inflation balloon from slipping out of the 
support during the inflation process, which may require 
several cycles of balloon expansion to expand successive 
lengths of the support tube. This contour also enables the 
support to conform more closely to a region of vessel having 
an aneurysm or bulge. 

FIG. 5B illustrates a related construction in which the end 
rings have a lesser resistance to expansion or a larger net 
expanded diameter than the center rings. In this case the 
intermediate and/or final expanded size is greater at the ends, 
creating flared or trumpet-shaped ends or a venturi-like 
profile. This profile is intended to assure a smooth transition 
from the unsupported vessel lumen to the prosthesis, without 
projecting edges at the prosthesis ends. Each of the narrow 
rings 30 may reside in a pocket or band 31 such that 
expansion occurs relatively freely and some motion of the 
stent may occur between the inner and outer surfaces 
without impairing continuity of the PTFE envelope material, 
A related construction, applicable to either bulge-or flare- 
expansion contours is shown in FIG. 5C. This FIG, shows a 
PTFE body which has been formed with an inner region, a 
middle region and an outer region, as described for example 
in the abovementioned patent application entitled PROS- 
THESIS WITH IN-WALL MODULATION. That 
construction, instead of enclosing stent or rings 30, sur- 
rounds a separate tube, wrapping or body of fluoropolymer 
material, in the region between the outer and inner surface 
portions in a unitary coalesced assembly. In this case, when 
constructing the assembly as shown in FIG. 5C without a 
stiff stent or support member between the inner and outer 
surfaces, the degree of expansion of the assembly may be 
varied by providing the prosthesis with a different degree of 
sintering at different points along the length of the prosthe- 
sis. This may be done as described further below, by feeding 
the assembly end-first into a sintering oven at a controlled 
rale to sinter each end more than the center. This provides 
greater tensile strength of the material at both ends, and 
results in a bulged prosthesis when expanded, as shown at 
the left of the FIGURE. The opposite distribution may be 
provided by reciprocating the assembly while it is centrally 
positioned in a short oven such that each end sticks out of the 
heat zone for a substantial portion of the sintering cycle, to 
result in flared -end expansion material at the end portions 
having lower tensile strength. 

Thus, the invention further provides expandable vessel 
liners or supports having radial taper or curvature along their 
length. 
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EXAMPLE 1 a balloon O.D. of 9 mm and a balloon length of 4 cm. 

The following example describes the construction of a Multiple inflations were used to expand the stent combina- 

solid tube of PTFE having a radially expandable stent within ^on along its entire length, 
the tube. A starting tube, or substrate, was a substantially 

uniform length of axially-stretched tubing formed by extr- 5 EXAMPLE 3 

sion ^ described, for example, in U.S. Pal. Nos. 5,433,909 following example describes the construction of a 

and 5,474^24. The PTFE substrate was a uniaxially- solid tube of PTFE having a plurality of spaced apart radially 

oriented tube havmg nodes mterconnected by fibnls oriented , . , ^ ^ .u ^ 

. , . „ . • 1 1 J- 1 J- :■ ^ CL -1 expandable stents within the tube, 
substantially in a single longitudinal direction. The fibrils 

were approximately 30/«n in length. The PTFE substrate had lo sUidug PTFE substrate was an uniaxially-oriented 
an internal diameter of 2.5 mm and a wall thickness of ^be having nodes interconnected by fibrils onented sub- 
approximately 0.25 mm. stantially in a single longitudinal direction The fibrils were 
This PTFE substrate material was placed on a stainless approximately 30 ^m in length. The PTFE substrate had an 
steel mandrel having a diameter of 2.7 mm. Thus, a small internal diameter of 2.5 mm and a waU thickness of approxi- 
amount of radial expansion was required to get the material 15 irately 0,25 mm. 

on the mandrel. A Cordis peripheral stent (part number A layer of this PTFE material was placed on a stainless 

2969363) was placed over PTFE layer, and a second PTFE steel mandrel having a diameter of 2.7 mm. Thus, a small 

layer was placed covering the stent. The second layer amount of radial expansion was required to get the material 

consisted of the PTFE substrate material described above, on the mandrel. Two Palmaz stents (part number P394) were 

expanded to 4 mm by sliding the material over a stainless 20 Placed over the PTFE layer. The stents were spaced apart 

steel mandrel with a diameter of 4 mm to radially expand it. approxinately 4 cm. The PTFE material described above was 

After radial expansion, the PTPE material moved freely over expanded to 4 mm by sliding the material over a stainless 

the stent. The PTFE/stcnt/PTFE combination was secured at steel mandrel with a diameter of 4 mm and the expanded 

both ends to prevent slippage along the mandrel, and the tube was placed over the stents. The radially expanded PTFE 

combination was placed in an oven and sintered at 360** C. 25 material moved freely over the stents. The PTFE and stent 

for a 15 minute time period. During sintering, the outer layer combination was secured at both ends to prevent slippage 

of PTFE recovered to its original diameter and attached to along the mandrel. The combination was placed in an oven 

the inner layer of PTFE, The assembly was removed from and sintered at 360° C. for a 15 minute time period. During 

the oven and the excess PTFE was removed. The resulting sintering, the outer layer of P TFE recovered to its original 

structure contained the stent entirely enveloped within a 30 diameter and attached to the inner layer of PTFE. The PTFE 

closed body of PTFE, and stent combination was removed from the oven and 

The PTFE stent combination was expanded with a Blue excess PTFE was removed. 

Max balloon dilatation catheter with a balloon O.D. of 9 mm The PTFE stent combination was expanded with a Blue 

and a balloon length of 4 cm. Using muhiple inflations the Max balloon dilatation catheter with a balloon O.D. of 9 mm 

stent combination was expanded along its entire length. 35 and a balloon length of 4 cm. Multiple inflations were used 

EXAMPLE 2 '° expand the stent combination along its entire length. 

The following example describes the construction of a EXAMPLE 4 

solid tube of PTFE having a radially expandable stent within _ , . . . , ^ . .„ 

the tube, and wherein a single piece of FTFE tubing is used 4. f made from a uniaxially- 

to construct the stent combination. onented tube having nodes interconnected by fibnls oriented 

„ ™r-T- L * * *u • • 11 * * J * u substantially in a single longimdmal direction. The PTFE 

The PTFE substrate was the same uniaxially-onented tube ... - i ^ • . i j- * 

. , r c 1 1 u • J • * * J u -1 substrate was 60 cm m length had an internal diameter of 6 

as that of Example 1, having nodes mterconnected by fibrils „ ■ , % • * i ^ j 

• «j u ♦ *• 11 • -11^ i A' mm, with a wall thickness of approximately 0.6 mm and an 

onented substantially in a single longitudinal direction. The ' . . i j- . cTr. *u * • p 

.-^ . I , rrrcc average mtemodal distance of 60 |im on the extenor surface 

fibnls were approximately 30 urn in length, and the PTFE 45 . JL .1. • . • t-u . u . • 1 

. , , L J • * 1 J- . e n c A 11 and 20 urn on the interior surface. The tube matenal was 

substrate had an internal diameter of 2.5 mm and a wall . . , , ,u ^ ^v. e . w 

. , f • 4 1 mc o if*u 1 fi, f fi, marked 1 cm increments along the length of the tube, 

thickness of approximately 0.25 mm. Half the length of the * * 

PTFE tube was expanded to 6 ram by shding the tube Thisgraftmaterial was placed on a stainless steel mandrel 

material over a mandrel having a diameter of 6 mm. FIG, 2A ^^^vrng a diameter of 6 mm which aUowed for the free 

depicts what the PTFE tube looks like after this processing 50 movement of the graft along the length of the mandrel. The 

step. The small portion of the PTFE tube was then placed on graft/mandrel combination was then fed along its long axis 

a stainless steel mandrel having a diameter of 2.7 mm. Thus. i^^o and oven set at 360** C. at a rate of 0.1 cm/sec. 

a small amount of radial expansion was required to get the Consequently, the portion of the tube enteruig the oven 

material on the mandrel. A Cordis peripheral stent (part initiaUy is subjected to a longer sintering time than other 

number 2969363) was placed over the PTFE layer. Next, the 55 portions of the tube. The tube was not restrained during 

expanded end of the PTFE tube was folded back to cover the sintenng which permitted longitudmal contractions which is 

stent. The PTFE material moved freely over the stent, and ^Iso referred to as free sintering. Free sintering results in a 

the PTFE and stent combination was secured at both ends to reduction m the intemodal distance, 

prevent slippage along the mandrel. The combination was Samples of the tube were taken at points 12.5, 22.5 and 

placed in an oven and sintered at 360° C. for a 15 minute go ^^-^ centimeters along the longitudinal axis. Thus, the 

time period. During sintering, the outer layer of the PTFE samples had been subjected to different free sintering times, 

recovered to its original diameter and attached to the inner Scanning electron micrographs (SEMs) were made to 

layer of PTFE. observe the effect of sintering on the PTFE material. 

The PTFE and stent combination was removed from the cvAKiiDT k < 

oven and excess PTFE was trimmed, 65 EXAMPLE 5 

The PTFE stent device produced in this fashion was . An expanded PTFE tube was made with variable porosity 

expanded with a Blue Max balloon dilatation catheter with characteristics. The PTFE substrate was made from a 
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uniaxi ally-oriented tube having nodes interconnected by 
fibrils oriented substantially in a single longitudinal direc- 
tion. The PTFE substrate was 100 cm in length had an 
internal diameter of 6 mm, a wall thickness of approximately 
0.45 mm and an average intemodal distance of 60//m on the 5 
exterior surface and 20 /<m on the interior surface. The tube 
was marked in 0.5 mm increments along the length of the 
tube. 

The graft was placed on a stainless steel mandrel having 
a diameter of 6 mm which allowed for the free movement of 
the graft along the length of the mandrel. The graft mandrel 
combination was then fed along its long axis into an oven set 
of 320° C. at a rate of 0.05 cm/sec to the 50 cm position. 
Consequently, the portion of the tube entering the oven 
initially was subjected to a longer sintering time than other 
portions of the tube. The tube was not restrained during 
sintering, which permitted longitudinal contraction. This is 
referred to as free sintering. Free sintering results in a 
reduction in the internodal distance. The tube mandrel 
combination was rotated 1800. The graft mandrel combina- 
tion was then fed along its long axis into an oven set at 320° 
C. at a rale of 0.05 cm/sec to the 50 cm position. This 
permitted the free sintering of the opposite section of tube 
material in a similar fashion to the initial section. Thus, the 
center portion of the tube was subjected to the shortest 
period of free sintering. 

Samples of the tube material were taken at various 
positions along the longitudinal axis and subjected to radial 
tensile strength, foreshortening, and internodal distance 
measurements, and the radial tensile strength was found to 
be directly related to the foreshortening percentage and 
intemodal distance. 

The foregoing constructions and methods provide new 
and useful constructions of stents and other solid or springy 
supports with a cover or surrounding of PTFE material. This 
cover is permanently attached and closely conforms, pro- 
viding a surface biocompatibility and a continuous surface 
that is capable of expansion while retaining its integrity, and 
which essentially avoids end — or flow-surface seams or 
irregularities. The invention being thus disclosed and 
described, variations and modifications will occur to those 
skilled in the art, and such variations and modifications are 
considered to be within the scope of the invention, as set 
forth in the claims appended hereto. 

What is claimed is: 

1. A method of fabricating a stent, comprising the steps of; 
positioning a tube formed of a polymer material within a 

stent body, the polymer tube having a first end and a 
second end; 

folding the first end of the polymer tube over a first end 50 
of the stent body to form a first cuff enclosing the first 
end of the stent body; 

folding the second end of the polymer tube over a second 
end of the stent body to form a second cuff enclosing 
the second end of the stent body and extending an 55 
amount at least suflScient to meet an end of said first 
cuff; and 

coalescing the polymer tube to seal the first end of the 
stent body within the first cuff and the second end of the 
stent body within the second cuff such that said stent 60 
body is completely enclosed within a seamless cocoon 
of said polymer material. 

2. The method of claim 1, wherein the step of coalescing 
includes the step of heating to contract and join the polymer 
tube to the stent body. 65 

3. The method of claim 1, further comprising the step of 
increasing porosity of the first end of the polymer tube. 
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4. The method of claim 1, wherein the step of folding the 
first end includes the step of extending the first cuff to the 
middle of the polymer tube. 

5. The method of claim 4, wherein the step of folding the 
second end includes the step of extending the second cuff to 
the middle of the polymer tube adjacent the first cuff to form 
a middle seam therebetween. 

6. The method of claim 5, wherein the step of folding the 
second end includes the step of extending the second cuff 
over the first cuff. 

7. The method of claim 1, wherein the polymer material 
is polytetrafluoroethylene (PTFE). 

8. The method of claim 7, wherein the PTFE has a 
microstructure of nodes interconnected by fibrils. 

9. The method of claim 1, further comprising the step of 
positioning a second tube over the stent. 

10. The method of claim 9, wherein the first cuff encloses 
a first end of the second tube and the second cuff encloses 
a second end of the second tube. 

11. The method of claim 9, wherein the second tube is 
positioned over the first cuff and over the second cuff. 

12. The method of claim 9, further comprising the step of 
coalescing the second lube to the polymer tube. 

13. The method of claim 9, wherein the second tube is 
formed of a fluoropolymer material. 

14. The method of claim 9, wherein the second lube has 
a porosity different fi"om the porosity of the polymer tube. 

15. The method of claim 14, wherein the porosity of the 
second tube is greater than the porosity of the polymer tube. 

16. The method of claim 9, wherein the second tube has 
a porosity suitable for promoting tissue ingrowth, 

17. The method of claim 16, wherein the polymer lube has 
a porosity sufficient to inhibit tissue ingrowth. 

18. The method of claim 1, further comprising 
wrapping a layer of polymer material about the stent body. 

19. The method of claim 18, wherein the first cuff 
encloses a first end of the layer and the second cuff encloses 
a second end of the layer. 

20. The method of claim 18, further comprising coalesc- 
ing the layer to the polymer tube. 

21. A method of fabricating a stent, comprising the steps 
of; 

positioning a tube formed of radially expandable polymer 

within a stent body, the polymer tube having a first end 

and a second end; 
folding the first end of the polymer tube over a first end 

of the stent body to form a first cuff enclosing the first 

end of the stent body; 
folding the second end of the polymer tube over a second 

end of the steal body and over the first cuff to form a 

second cuff enclosing the second end of the stent body; 

and 

coalescing the polymer tube to seal the first end of the 
stent body within the first cuff and the second end of the 
stent body within the second cuff such that said stent 
body is completely enclosed within a seamless cocoon 
of said polymer material. 

22. A stent comprising: 

a radially expandable member; and 

a polymer tube having first and second ends, a portion of 
the polymer tube being positioned within the radially 
expandable member, the first end of the polymer tube 
being folded over a first end of the radially expandable 
member to form a first cuff, the first end of the polymer 
tube being coalesced to the portion of the polymer tube 
within the radially expandable member to enclose the 
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first end of the radially expandable member within the 
first cuff, the second end of the tube being folded over 
a second end of the radially expandable member 
extending an amount at least suflScient to meet an end 
of said first cuff to form a second cuff, the second end 
of the polymer tube being coalesced to the portion of 
the polymer tube within the radially expandable mem- 
ber to enclose the second end of the radially expandable 
member within the second cuff such that said stent 
body is completely enclosed within a seamless cocoon 
of said polymer material, 

23. The stent of claim 22, wherein the first cuff extends to 
the middle of the polymer tube. 

24. The stent of claim 23, wherein the second cuff extends 
to the middle of the polymer tube adjacent the first cuff to 
form a middle seam therebetween, 

25. The stent of claim 22, wherein the polymer is a porous 
fluoropolymer material. 

26. The stent of claim 25, wherein the fluoropolymer 
material is polytetrafluoroethylene (PTFE). 

27. The stent of claim 26, wherein the PTFE has a 
microstructure of nodes interconnected by fibrils. 

28. The stent of claim 22, wherein the polymer tube has 
a porosity sufficient to inhibit tissue ingrowth. 

29. The stent of claim 22, further comprising a layer of 
polymer material positioned over at least a portion of the 
radially expandable member. 
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30. The stent of claim 29, wherein the first cuff encloses 
a first end of the layer and the second cuff encloses a second 
end of the layer. 

31. The stent of claim 29, wherein the layer is positioned 
5 over the first cuff and over the second cuff. 

32. The stent of claim 29, wherein the layer is joined to 
the portion of the polymer tube within the radially expand- 
able member. 

33. The stent of claim 29, wherein layer is formed of a 
fluoropolymer material. 

34. The stent of claim 29, wherein the layer has a porosity 
different from the porosity of the portion of the polymer tube 
positioned within the radially expandable member. 

35. The stent of claim 34, wherein the porosity of the layer 
is greater than the porosity of the portion of the polymer tube 
positioned within the radially expandable member, 

36. The stent of claim 29, wherein the layer has a porosity 
suitable for promoting tissue ingrowth. 

20 37. The stent of claim 36, wherein the polymer tube has 
a porosity sufficient to inhibit tissue ingrowth. 

38. The stent of claim 29, wherein the layer comprises a 
tube of fluoropolymer material. 

39. The stent of claim 29, wherein the layer comprise a 
25 wrap of fluoropolymer material. 

« )|e * * * 
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